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Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1 .This document has been translated by computer. So the translation may not reflect the original precisely. 
2.**** shows the word which can not be translated. 
3.1n the drawings, any words are not translated. 



MEANS 



[Means for Solving the Problem] In order to attain the above-mentioned purpose, this invention prepares the light 
transmission layer which consists of a transparent plastic on the substrate with which the information signal section was 
formed. It faces manufacturing the optical disk which irradiates a laser beam from this light transmission layer side at 
said information signal section, and was made to perform informational record and/or playback. The substrate in which 
the above-mentioned information signal section was formed is prepared, and after applying adhesives or a binder to 
abbreviation homogeneous membrane thickness and forming a glue line on the information signal section of the 
substrate concerned, it is characterized by being piled up and stuck by pressure on said glue line, maintaining 
transparence plastic film at turgescence. 

[0014] Moreover, this invention prepares the light transmission layer which consists of a transparent plastic on the 
substrate with which the information signal section was formed. It faces manufacturing the optical disk which irradiates 
a laser beam from this light transmission layer side at said information signal section, and was made to perform 
informational record and/or playback. It is characterized by being piled up and stuck by pressure on the information 
signal section of said substrate, maintaining at turgescence the transparence plastic film which prepared the substrate in 
which the above-mentioned information signal section was formed, applied adhesives or a binder to abbreviation 
homogeneous membrane thickness beforehand, and formed the glue line. 

[0015] Furthermore, this invention prepares a light transmission layer on the substrate with which the information 
signal section was formed. It faces manufacturing the optical disk which irradiates a laser beam from this light 
transmission layer side at said information signal section, and was made to perform informational record and/or 
playback. After being piled up and stuck by pressure on the information signal section of said substrate, maintaining at 
turgescence the base material which prepared the substrate in which the above-mentioned information signal section 
was formed, applied adhesives or a binder to abbreviation homogeneous membrane thickness beforehand, and formed 
the glue line, It is characterized by carrying out exfoliation removal of the above-mentioned base material from a glue 
line, and using the glue line which remains as a light transmission layer. 

[0016] According to these this inventions, on the substrate with which the information signal section was formed, 
thickness is very thin and the light transmission layer which moreover does not have thickness nonuniformity is formed 

[0017] 

[Embodiment of the Invention] Hereafter, the gestalt of operation of this invention is explained, referring to a drawing. 
[0018] Drawing 1 is the mimetic diagram showing one configuration of an optical disk manufacturing installation, and 
drawing 2 is the sectional view showing the structure of the substrate which should be prepared beforehand, when 
manufacturing an optical disk with the equipment shown in drawing 1 . 

[001 9] This equipment The adhesives coater 1 1 , the roll-like original fabric 1 1 1 (the plastic film 1 12 of light 
transmission nature) equipped with the substrate maintenance device 2 1 and the adhesives dropping device (resin 
dropping device) 3 1 which trickles ultraviolet curing mold adhesives 8 1 a on the substrate (disk substrate) 1 0 1 held in 
this device By rotation of the delivery roller 42 from what was rolled round to the axis It has the film traveller 41 which 
makes it run the sent-out film 1 12 horizontally by turgescence (condition which both slack and elongation have), the 
sticking-by-pressure roller 51 arranged along the transit way of a film 1 12, a black light 52, and film blanking 
equipment 53, and is constituted. 

[0020] Two or more adhesives coaters 1 1 are formed substantially. That is, two or more sets of one set (resin dropping 
device) of the adhesives dropping device 31 in which the location was fixed and prepared, and the substrate 
maintenance devices 21 in which circulation transit is free are prepared, and it enables it to provide adhesives dropping 
to the substrate held in each substrate maintenance device 21 according to said adhesives dropping device 31. 
[0021] The substrate maintenance device 21 should equip the upper limit section with the disk stage 28 which has the 
vacuum adsorption section for substrate maintenance (vacuum chuck), moreover, the substrate maintenance device 21 - 
- a flat-surface configuration ~ the endless-like rail top of a capsule mold ~ a single tier - and, while opening and 



the substrate adsorption section of the disk stage 23 has approached the film 1 12, it runs parallel to in one with this (it 
runs with the same sense and speed), and resumption of a halt / transit is intermittently enabled in a predetermined 
location synchronizing with a film 1 1 2. Moreover, the substrate supply robot (not shown) having the arm near [ said ] 
the rail which has the vacuum adsorption section of a substrate is stationed suitably in a location. 
[0022] Suitably, the film traveller 41 is equipped with the 1st guide idler (the 1st capstan) 43 arranged by separating 
distance and the 2nd guide idler (the 2nd capstan) 44, and the film rolling-up roller 45 formed in the latter part of this 
roller 44 in the direction of a transit way of a film 1 1 2, and each other is constituted. Let said 1 st and 2nd guide idlers 
43 and 44 be idle rollers. Moreover, this film traveller 41 is constituted so that transit of a film 1 12 may be suspended 
to predetermined timing, the sticking-by-pressure roller 51, a black light 52, and blanking equipment 53 ~ a film transit 
way - meeting -- this sequence - between the 1st and 2nd guide idler 43 and 44 - and it arranges so that it may be 
located in a side with the sticking-by-pressure roller 5 1 nearest to the roll-like original fabric 111. 
[0023] Furthermore, when a film 112 laminates the protection film 1 13 like this example, the protection film rolling-up 
roller 46 for rolling round and collecting the protection films 1 1 3 which exfoliated from the film 1 1 2 is formed. 
[0024] As well as the 1 st and 2nd guide idler 43 and 44, it intersects perpendicularly with a film transit way, and the 
sticking-by-pressure roller 51 arranges a revolving shaft while using it as an idle roller. Furthermore, this sticking-by- 
pressure roller 5 1 can be made to perform fine tuning of vertical-movement ease and a vertical location by the elevator 
style. A black light 52 carries out juxtaposition disposition, constitutes an ultraviolet ray lamp, and it forms it in the 
film transit way bottom so that ultraviolet rays can be irradiated from a film 1 12 side in the adhesives spreading side of 
a substrate 101. the inside of the film which formed two cylindrical shape cutting cutting edges in the shape of a said 
alignment, enabled vertical movement of with blanking equipment 53, and was pasted up on the substrate 101 - the 
bore part (center hall 102: see drawing 2 ) and outer-diameter part of a substrate - striking -**-<- things are made 
to be made. Furthermore, the optical disk recovery robot (not shown) having the arm which has the vacuum adsorption 
section of a substrate is stationed in an about 53 blanking equipment predetermined location. 

[0025] Next, it explains to the production process of the optical disk by the equipment of drawing 1 , and its operation 
just. 

[0026] the production process of an optical disk -- the order of a process -- size - coming - < - it divides and consists 
of (1) substrate preparation process, a spreading process of the ultraviolet curing mold adhesives to (2) substrates, and 
an attachment process (adhesion process) of (3) light-transmission nature plastic film. Moreover, this attachment 
process is divided in order of a process, and consists of the film sticking-by-pressure process to ** substrate, a 
hardening process of * * ultraviolet curing mold adhesives, and a * * film blanking process (removal process for a film 

[0027] First, the substrate 101 shown in drawing 2 is prepared. This substrate 101 should form the information signal 
section 108 in the core at the center hall 102 and the one side side. In this case, replica substrate 101a is produced with 
injection molding using predetermined La Stampa, and forms the information signal section 103 by producing record 
film or reflective film 1 03a (a reflecting layer, the film which consists of an optical magnetic adjuster, film which 
consists of a phase change ingredient, or organic-coloring-matter film) to the concave heights formed at the time of 
shaping. Thickness of replica substrate 1 0 1 a is set to 0.6-1 .2mm. Aluminum is used as an ingredient of the reflective 
film. When the optical disk which should be manufactured is ROM (Read Only Memory), the aluminum reflective film 
is prepared, and in being a write-in mold disk, it prepares the film which consists of an optical magnetic adjuster, a 
phase change ingredient, or an organic-coloring-matter ingredient. 

[0028] Ultraviolet curing mold adhesives are applied by the pattern of drawing 3 or drawing 4 on the information signal 
section 103 of a substrate 101. 

[0029] Therefore, with said substrate supply robot, two or more one substrate 101 is divided into each substrate 
maintenance device 21 of each, and is held (a vacuum chuck is operated), and these maintenance devices 21 are 
intermittently run said rail top in one. And these maintenance devices 21 are positioned directly under the adhesives 
(intermittently) dropping device 3 1 in order, and ultraviolet curing mold adhesives 3 1 a is dropped from the adhesives 
dropping device 3 1 here. 

[0030] In order to make it for adhesives to flow and not fall from a substrate at the time of substrate conveyance, it is 
desirable to set the viscosity to 500cps or more. According to the above-mentioned spreading pattern, adhesives tend to 
spread all over a substrate and, moreover, can prevent the adhesives flash from a substrate periphery edge easily. What 
is necessary is just to move this nozzle by the X-Y stage, while using an one-point nozzle as an adhesives dropping 
device 3 1 when carrying out a spreading pattern as drawin g 3 , and making it the pattern of drawing 4 , using a 
multipoint nozzle as an adhesives dropping device 3 1 . 

[003 1 ] It is not necessary to be necessarily ultraviolet curing mold adhesives, and a pressure sensitive adhesive, a dry 
photopolymer, etc. are usable as adhesives. However, since it is difficult to apply, after these pressure-sensitive binder 
and a dry photopolymer pierce what was formed on the base material in the configuration of a substrate 1 0 1 and stick 



sensitive binder is used, the below-mentioned UV irradiation process is unnecessary. 
[0032] On the other hand, the roll-like original fabric 1 1 1 should roll round for example, a polycarbonate film, a 
PMMA (polymethylmethacrylate) film, or functional norbornene system resin (for example, the Japan Synthetic 
Rubber Co., Ltd. make, a trade name (ARTON)) to the axis as a film 1 12. a film 1 12 ~ thickness - 10-150 
micrometers - carrying out - thickness unevenness (maximum thickness -- ** ~ a difference with the minimum 
thickness) - 10 micrometers or less - good -- better - < -- it may be 5 micrometers or less. The optical disk of high 
quality can be extremely obtained by setting the sum total of the spreading thickness unevenness of adhesives, and the 
thickness unevenness of a film 1 12 to 10 micrometers or less. These films can be easily fabricated by the T-die method 
and the casting method (the solution casting method). 

[0033] Operate the film traveller 41, it is made to run a film 1 12 intermittently in parallel to the above-mentioned 
intermittent adhesives spreading, and the travel speed at the time of transit is maintained uniformly. In this case, while 
always maintaining a film 1 12 to turgescence by controlling suitably the rotational frequency of the delivery roller 42 
and the film winding roller 45, the protection film 113 removed from the film 1 12 is rolled round, and it collects on a 
roller 46. 

[0034] And it is made to run the substrate 101 after adhesives spreading along with a film 1 12 sequential and 
intermittently, whenever a substrate pierces and it is located directly under equipment 53, transit of a film and a 
substrate is suspended, and blanking of a film is performed. Hereafter, drawing 5 explains this process. 
[0035] It is made to run a film 1 12 and a substrate 101 at the same rate, as shown in drawing 5 (a). In this case, the film 
1 1 2 between the 1 st guide idler 43 and sticking-by-pressure opening 1 RA 5 1 forms a gap suitably between a film 1 1 2 
and adhesives 3 1 a by the side near the 1 st guide idler 43 among substrate 1 0 1 top faces as a downhill grade toward the 
former to the latter to making it run a substrate 101 horizontally, and a film 1 12 is made to stick to adhesives 31a by 
pressure with this roller in the side near the sticking-by-pressure roller 51. Therefore, the vertical location of the 1st 
guide idler 43 and the sticking-by-pressure roller 51 is set up and maintained suitably. 

[0036] The sticking-by-pressure roller 51 with these the superposition part top of a film and a substrate by carrying out 
like this relatively and horizontally While being able to roll by the frictional force by film 1 12 transit and being able to 
eliminate quickly and certainly the air between a film and adhesives (air bubbles) through said gap The thickness of 
adhesives layer 31b (see drawing 8 ) can be equalized to altitude over the whole substrate, and there is an advantage 
that adhesion actuation can moreover be performed while making it run a film. 

[0037] In addition, after sticking a film 1 12 by pressure, you may make it eliminate certainly the air between a film and 
adhesives (air bubbles) by performing degassing processing under autoclave processing or reduced pressure. 
[0038] Next, maintaining the condition of having made the film 112 sticking to adhesives 31a by pressure, and making 
it run a film 1 12 and a substrate 101 in one, as shown in drawing 5 (b), ultraviolet rays are irradiated from a film 1 12 
side with a black light 52, and a film is pasted up on a substrate by carrying out polymerization hardening of the 
adhesives. Transit of a film and a substrate is continued, when a substrate pierces and it is located directly under 
equipment 53, these are stopped, and as shown in drawing 5 (c), the bore part and outer-diameter part of a substrate are 
pierced among the films adhered to a substrate. The film which pierced the circular through tube is rolled round and a 
roller 45 recovers. 

[0039] In addition, when performing said adhesive setting process and performing said blanking process as the 
following substrate 102 is approaching the 1st guide idler 43 and it is shown in drawin g 5 (c) as shown in drawing 5 
(b), the following substrate 1 02 is located between 1 st guide-idler 43 and the sticking-by-pressure roller 5 1 . 
[0040] Moreover, at said degassing and sticking-by-pressure process by the equipment of drawing 1 , transit of a film 
and a substrate is stopped and the approach of rolling the sticking-by-pressure roller 5 1 compulsorily toward the 1 st 
guide idler 43 in the meantime can also be adopted. 

[0041] The optical disk 201 of the structure which carried out the laminating to the order of the information signal 
section 103, adhesives layer 31b, and a film 1 12 on replica substrate 1 0 1 a according to the above-mentioned blanking 
process as shown in drawingji is obtained. While transit of this device 21 has suspended the optical disk on the 
substrate maintenance device 21, it is collected by said optical disk recovery robot, and subsequently to this 
maintenance device 21, a substrate is supplied from said substrate supply ROROBOTTO, adsorption maintenance is 
carried out again, and this substrate is returned to the adhesives dropping device 31. 
[0042] Drawin g 6 and drawing 7 show other examples of an optical disk manufacturing installation and the 
manufacture approach, drawin g 6 is an outline front view and drawing 7 is the top view of drawing 6 . 
[0043] The film traveller 61 which makes it run the film 1 12 which let out this equipment with the delivery roller 62 
from the roll-like original fabric 1 1 1 horizontally by turgescence, The adhesives feeder style 33 which supplies 
adhesives 81a on the film 1 12 it runs horizontally, With the adhesives thin film-ized member (extra jacket ******) 71 
and a substrate installation robot (not shown) It has the sticking-by-pressure rollers 72 and 73, a black light 52, 
blanking equipment 58, the optical disk drawing equipment 54 formed directly under this blanking equipment, and an 



[0044] The' structure of the film traveller 61 equips with and constitutes the 1st and 2nd guide idler 63 and 64 which 
separated and arranged distance in the direction of a level transit way of a film 1 12 suitably mutually, and the film 
rolling-up roller 65 formed in the latter part of the 2nd guide idler 64 as well as the equipment of drawing 1 . moreover 
-- this optical disk manufacturing installation - the 1st guide idler 63, the adhesives feeder style 33, extra jacket 
****** 71, sticking-by-pressure opening 1 RA 72 and 73, a black light 52, blanking equipment 53, disk drawing 
equipment 54, and the 2nd guide idler 64 -- a film transit way -- meeting - this sequence -- and it arranges so that it 
may be located in a side with the 1 st guide idler 63 nearest to the roll-like original fabric 1 1 1. The film traveller 61 is 
constituted so that transit of a film 112 may be suspended to predetermined timing. 

[0045] or the adhesives feeder style 33 fixes and prepares one set and a location and its die length is equal to the outer 
diameter of a substrate 101 - or a broad, slightly larger line than this -- fall supply of the adhesives shall be carried out 
from a nozzle However, unlike the equipment of drawing 1 , a substrate maintenance device is not established (the need 
does not exist). Extra jacket ****** 71 expands the spreading width of face of the adhesives on a film, and can be 
made to perform fine tuning of vertical-movement ease and a vertical location by the elevator style while it sets the 
thickness as a request value by scratching a part for the surplus of the adhesives applied on the film 1 12. This extra 
jacket ****** 71 i s taken as the squeegee made of a doctor blade or rubber. 

[0046] As a thing equipped with the arm which has the vacuum adsorption section of a substrate, said substrate 
installation robot prepares in the near location of extra jacket ****** 71. After positioning a substrate 101 to right 
above and the latest of a film 1 12 so that the flat side of the information signal section 1 03 and the opposite side may 
become a downhill grade from the extra jacket ****** 71 side toward said sticking-by-pressure roller side as shown in 
drawing 6 and 7, this robot constitutes so that vacuum adsorption may be canceled and a substrate 101 can be laid on a 
film 112. 

[0047] Using the 1st and 2nd guide idler 63 and 64 and the sticking-by-pressure rollers 72 and 73 as an idle roller, a 
film transit way and these sticking-by-pressure rollers cross at right angles, and arrange a revolving shaft. Moreover, 
the sticking-by-pressure roller 72 arranged to the film 1 12 up side can be made to perform fine tuning of vertical- 
movement ease and a vertical location by the elevator style to the 1st and 2nd guide idler 63 and 64 and the sticking- 
by-pressure roller 73 arranged to the film 112 down side fixing a vertical location. 

[0048] A black light 52 prepares ultraviolet rays in the adhesives spreading side of a substrate 101 at the film 1 12 
bottom so that it can irradiate from a film 1 12 side. Optical disk drawing equipment 54 is for collecting the produced 
optical disks from a film transit way, and it enables migration to horizontally it intersects perpendicularly with space in 
drawing 6 while it should be equipped with the vacuum adsorption section of a substrate which can perform fine tuning 
of vertical-movement ease and a vertical location by the elevator style. Moreover, said optical disk recovery robot 
should prepare the arm which has the vacuum adsorption section of a substrate, and arranges it in the horizontal 
migration end position of optical disk drawing equipment 54. 

[0049] In addition, when a film 1 12 laminates a protection film, the protection film rolling-up roller (not shown) for 
rolling round and collecting the protection films made to exfoliate from a film 1 12 as well as the equipment of drawin g 
1 is formed. 

[0050] Next, it explains to the production process of the optical disk by the equipment of drawing 6 , and its operation 

[0051] First, the following housekeeping operation is performed. 
[0052] (1) Prepare the substrate 101 shown in drawing 2 . 

[0053] (2) Stop transit of a film after operating the film traveller 61 temporarily and straining a film 1 12. 

[0054] (3) Position the point of extra jacket ****** 71 20 micrometers or less right above [ of a film 1 12 ]. Hereafter, 

this condition is always maintained among the production process of an optical disk. 

[0055] (4) Set suitably spacing of the sticking-by-pressure roller 72 and the vertical direction between 73 as a value. 
[0056] Subsequently, operate the film traveller 61 again, it is made to run a film 1 12 intermittently, and the travel speed 
at the time of transit is maintained uniformly. In this case, a film 1 12 is always maintained to turgescence by 
controlling suitably the rotational frequency of the delivery roller 62 and the film winding roller 65. Fall supply of the 
adhesives 81a is carried out from the adhesives feeder style 33 during film transit at a film 112. 
[0057] It is made to run the substrate 101 laid on the film 1 12 with said substrate installation robot (see the following) 
by the film 1 12 and one, it is inserted between the sticking-by-pressure roller 72 and 73, and a film and a substrate 
[ finishing / adhesives spreading ] are made to stick by pressure here. 

[0058] Also in this case, after sticking a film 1 12 by pressure, you may make it eliminate certainly the air between a 
film and adhesives (air bubbles) by performing degassing processing under autoclave processing or reduced pressure. 
[0059] Subsequently, it is made to run a substrate 101 by the film 1 12 and one, ultraviolet rays are irradiated from a 
film side with a black light 52, the polymerization and hardening of adhesives are done, and a film is pasted up on a 
substrate. It carries out by continuing transit actuation of a film, and a substrate is located directly under film blanking 



[0060] Adh'esives supply on a film 1 12 is suspended at the same time it stops transit of a film 112, whenever each 
substrate 101 pierces and it is located directly under equipment 53. While film transit has stopped, film blanking 
actuation and substrate installation actuation of a up to [ the film by said substrate installation robot ] are performed. 
[0061] In said film blanking actuation, the vacuum adsorption section of optical disk drawing equipment 54 is raised in 
directly under and the latest location of a film 112, and said descending cylindrical cutting cutting edge is received. 
After dropping optical disk drawing equipment 54 and moving it horizontally, said optical disk recovery robot 
recovers. Subsequently, again, optical disk drawing equipment 54 is raised in directly under and the latest location of a 
film 1 12, and it prepares for the next blanking actuation. Immediately after said blanking actuation and substrate 
installation actuation, film transit and adhesives distribution control are resumed. 

[0062] In said substrate installation actuation, when hold in the condition (see drawing 6 ) of being the upper part of a 
film transit side, and having inclined the substrate 101 to this transit side with said substrate installation robot, a 
substrate is dropped with the posture of this as, and a substrate periphery edge contacts adhesives 3 la or it is located in 
the latest, substrate maintenance is canceled, and a substrate is laid on a film with a self-weight, whenever [ tilt-angle / 
of a substrate / as opposed to a film in the case of this substrate installation ] - therefore, since the gaps between a 
substrate and adhesives decrease in number gradually, most air (air bubbles) of this gap can be eliminated. 
[0063] Moreover, since the sticking-by-pressure rollers 72 and 73 roll by the frictional force by transit of a film and a 
substrate relatively and horizontally with these, compressing the superposition part of a film and a substrate, In being 
able to eliminate certainly the air (air bubbles) of the minute amount which remains between a substrate and adhesives, 
the thickness of adhesives layer 31a (see drawing 8 ) can be equalized to altitude over all substrate **, and there is an 
advantage that a film can moreover be performed for adhesion actuation with transit **♦*. 

[0064] Thus, the production process of the optical disk by the equipment of drawin g 6 It is a thing using the substrate 
and the predetermined light-gage bright film of the predetermined structure ****** prepared. (1) The 1st process which 
performs adhesives supply on a film during film transit, the 2nd process which scratches the adhesives on the film by 
the relative movement of the film and extra jacket ****** 71 which carry out (2) transit, (3) The 3rd process which 
performs substrate installation of a up to [ the adhesives applied to the film ] while film transit has stopped, (4) During 
transit of the 4th process which performs sticking-by-pressure actuation with a film and adhesives (substrate) while 
running a substrate between the sticking-by-pressure roller 72 and 73 by the film and one, and (5) film sticking-by- 
pressure substrate, by UV irradiation the 6th process which you pierce [ process ] the 5th process and (6) substrates 
which perform film adhesion actuation to a substrate, makes it stop directly under equipment, and blanking of a film is 
performed [ process ], and completes an optical disk, and (7) ~ the 7th process which removes and collects these 
optical disks - since - it becomes. 

[0065] Next, the manufacturing installation of the optical disk using the film which has the glue line of uniform 
thickness, and a production process are explained. 

[0066] In this example, a pressure-sensitive pressure sensitive adhesive sheet or a dry photopolymer is used as a glue 

[0067] A pressure-sensitive pressure sensitive adhesive sheet is a double-sided pressure sensitive adhesive sheet which 
consisted for example, of an acrylic binder and was excellent in transparency and the homogeneity of thickness, and 
trade name DA-8320 by N1TTO DENKO CORP. and DA-8310 grade are suitable for it. 

[0068] A dry photopolymer is the adhesion sheet of the ultraviolet curing mold which has about [ 200-300 mega P ] 
viscosity, and does not contain a solvent, for example, the Du Pont make, its trade name SURPHEX, etc. are usable. 
[0069] D rawing 9 shows the original fabric roll of the film 1 12 in which the glue line 201 which consists of these 
pressure-sensitive pressure sensitive adhesive sheet or a dry photopolymer was formed. In addition, as shown in 
drawing 1 1 , surface treatment of the front face of a film 112 may be carried out beforehand, and the protective layer 
204 which consists of an inorganic substance or organic resin may be formed. What is necessary is to mention SiN, 
Si02, SiC, etc., to form these by the thickness of about 10-2000A as an inorganic substance, and just to consider as a 
protective layer 204. Usually, after disc-like optical disk completion, if it forms in the phase of an original fabric roll in 
this way, the production process of the above-mentioned protective layer decreases, and although formed with the 
spatter, the spin coat method, etc., when coating that reduction of a facility, an ingredient, etc. is possible, and organic 
resin, it has merits, like management of the foreign matter of required resin, viscosity, etc. becomes unnecessary. 
[0070] Using this original fabric roll, as shown in drawing 10 , a film 1 12 is piled up through a glue line 201 on the 
information Records Department 103 (on this information Records Department 103, record film or reflective film 103a 
is formed.) of a substrate 101. 

[0071] A film 1 12 is stuck to a substrate 101 by pressure with the sticking-by-pressure roll 202 in this condition, and it 
is made to stick so that a glue line 201 may enter the information Records Department 103. 

[0072] And when a dry photopolymer is used for a glue line 20 1 , the UV lamp 203 performs UV irradiation and this is 
hardened. In the case of a pressure-sensitive pressure sensitive adhesive sheet, the UV irradiation with this UV lamp 



zuj is unnecessary. 

[0073] In addition, after sticking a glue line 201 to the information Records Department 103 by pressure, you may 
make it eliminate the air between a film and a glue line or in a glue line (air bubbles) by performing degassing 
processing under the autoclave processing by the autoclave, or reduced pressure. 

[0074] Finally, the above-mentioned film 1 12 and a glue line 201 are pierced in the configuration of a substrate 101, 
and an optical disk is completed. 

[0075] The optical disk which has a light transmission layer with a thickness of 1 00 micrometers was completed by 
specifically sticking on a substrate 101 the polycarbonate film (50 micrometers in thickness) which stuck the pressure- 
sensitive pressure sensitive adhesive sheet (the NITTO DENKO CORP. make, trade name DA-83 1 0) with a thickness 
of 50 micrometers, and trimming at a punching process after sticking by pressure. Moreover, bubbles decreased in 
number sharply by performing autoclave processing after this. 

[0076] By the above manufacturing installation and the manufacture approach, although the film 1 12 of a 
polycarbonate and both of a glue line 201 were used as a light transmission layer, when using the above-mentioned 
pressure-sensitive binder sheet and a dry photopolymer, only a glue line 201 can also be used as a light transmission 

[0077] It is dr awing 12 which showed this process. Although the process shown in this drawing 12 is almost 
fundamentally the same as the process shown in draw i ng 1 0 , the processes which exfoliating after sticking the base 
material 205 of a glue line 201 by pressure shows to drawing 10 differ greatly. 

[0078] Consequently, only a glue line 201 remains on a substrate 101, and this functions as a light transmission layer. 
Therefore, it is not necessary to use the film excellent in light transmission nature like a polycarbonate film for a base 
material 205, and the thing of a release paper of the quality of the material of arbitration is usable. 
[0079] For example, after sticking this on a substrate 101, using a pressure-sensitive pressure sensitive adhesive sheet 
(the NITTO DENKO CORP. make, trade name DA-83 1 0) with a thickness of 50 micrometers as a glue line 201 , the 
optical disk which has the light transmission layer which has the thickness of 50 micrometers by exfoliating a base 
material 205 is obtained. 

[0080] Similarly, after sticking this on a substrate 101, using a dry photopolymer (the Du Pont make, a trade name 
SURPHEX) with a thickness of 50 micrometers as a glue line 201, the optical disk with which exfoliating a base 
material 205 also has the light transmission layer which has the thickness of 50 micrometers is obtained. 
[0081] The light transmission layer which has the thickness of the multiple of the thickness of a glue line 201 is 
obtained by repeating these processes in any case. 

[0082] As mentioned above, although the formation approach of a pressure-sensitive pressure sensitive adhesive sheet 
and the light transmission layer using a dry photopolymer has been explained, it cannot be overemphasized on a 
process that various modification is possible. 

[0083] For example, in the manufacture process shown in drawing 10 or di iwingJ2 lthoughthe sticking-by-pressure 
roll 202 was used for sticking by pressure, as shown in drawing 1 3 , the sticking-by-pressure pads 206, such as rubber 
slab, may be used. 

[0084] Although the above is the manufacture approach of an optical disk of having a light transmission layer, it is also 
possible to carry out a substrate 101 back to back, and to use the produced optical disk as lamination and a double- 
sided disk. 

[0085] Drawing 14 shows the production process of this double-sided disk. In this production process, two substrates 
101 which stuck the film 1 12, for example according to the above-mentioned process are prepared, and ultraviolet-rays 
hardening resin 207 with a delayed effect is applied to the tooth back (the field where the laminating of the information 
Records Department 103 or the film 1 12 is carried out is a field of the opposite side) of each substrate 101. It does not 
harden immediately by UV irradiation, but hardening advances slowly, and ultraviolet-rays hardening resin with a 
delayed effect has the Sony Chemicals Corp. make, usable trade name Sony bond 95A14X, etc. 
[0086] And after irradiating ultraviolet rays at the ultraviolet-rays hardening resin with a delayed effect applied to these 
substrates 101, it is stuck by pressure with the sticking-by-pressure pad (or sticking-by-pressure roll) 208. After 
sticking by pressure, the above-mentioned ultraviolet-rays hardening resin with a delayed effect hardens gradually, and 
completes a double-sided disk. 

[0087] In addition, it is because ultraviolet rays do not reach even to ultraviolet-rays hardening resin 207 even if the 
information Records Department 103 is formed in each substrate 101 and having used ultraviolet-rays hardening resin 
here with a delayed effect irradiates ultraviolet rays after lamination. 

[0088] Or in the production process of a double-sided disk, it is also possible to use a pressure-sensitive pressure 
sensitive adhesive sheet. 

[0089] The lamination process using this pressure-sensitive pressure sensitive adhesive sheet is shown in drawing 1 5 . 
In this process, the pressure-sensitive pressure sensitive adhesive sheet 210 supported by one substrate 101 at the base 
material 209 is stuck first, and exfoliation removal of the base material 209 is carried out. 



212 of a pair back to back, and it sticks on this. In this case, a UV irradiation process et 
produce a double-sided disk easily. 



[Translation done.] 



